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METHOD FOR PRODUCING PARTS FOR
PASSIVE ELECTRONIC COMPONENTS AND
PARTS PRODUCED

The present invention relates to a method for producing s
parts for passive electronic components which are produced
by being cut from a laminated strip constituted by a stack of
thin and fragile metal strips, and 1n particular thin metal strips
of nanocrystalline alloy.

Nanocrystalline alloys, and in particular nanocrystalline 10
alloys of the type Fe CuNb B S10r Fe Zr B S1, or other types,
are well known. These alloys which have excellent magnetic
properties are produced by thermally processing strips of
amorphous alloy produced by means of ultra-rapid solidifi-
cation of a liquid metal. However, these strips, which are 15
particularly suitable for producing a magnetic core having a
very high level of permeability, 1n particular at low-ire-
quency, have the disadvantage of being extremely fragile.
Theretfore, 1n order to produce magnetic cores using these
strips of nanocrystalline alloy, 1t has been proposed that strips 20
of amorphous alloys are rolled up 1n order to form rolls, that
thermal processing operations are then carried out on those
rolls 1n order to confer a nanocrystalline structure on the alloy.
Magnetic cores are thus produced which have excellent mag-
netic properties but which have the disadvantage of having 25
only one possible shape, which 1s that of a roll.

In order to produce magnetic cores of nanocrystalline alloy
having shapes other than that of rolls, 1t has been proposed
that laminated strips be produced which are constituted by a
stack of strips of a nanocrystalline alloy which are adhe- 30
stvely-bonded together using an adhesive or a resin, that these
laminated strips then be cut using mechanical means, such as
shearing or by means of laser, 1n order to produce cores
having the desired shape. However, this technique has a dis-
advantage since, owing to the very fragile nature of the strips 35
ol nanocrystalline alloy, laser or mechanical cutting carries
the risk of producing, at the inner side of the nanocrystalline
strips, cracks which considerably impair the magnetic prop-
erties of the cores produced.

In order to be able to handle extremely fragile nanocrys- 40
talline bands more readily, a method has been proposed, in
particular 1n patent FR 2 788 453, for assembling the nanoc-
rystalline bands with polymer bands which allows them to be
handled more readily. These nanocrystalline bands which are
associated with polymer bands can then be stacked and etched 45
in order to produce magnetic cores which can be used to
produce magnetic components which are embedded in
printed circuits or to produce discrete nanocrystalline mag-
netic components. This method which uses chemical etching,
has the advantage of being well mastered. However, this 50
production technique 1s slow and complex, because, owing to
the presence of the strips of polymer materials, on which
nanocrystalline strips are adhesively-bonded, 1t 1s necessary
to etch each strip before stacking the different strips 1n order
to produce a component having the desired dimensions. 55

The object of the present invention 1s to overcome these
disadvantages by providing a means for producing parts for
passive electronic components, 1n particular magnetic elec-
tronic components, which are constituted by a stack of thin
and fragile metal strips, and 1n particular strips of nanocrys- 60
talline alloy, and which have very diverse shapes.

To this end, the mnvention relates to a method for producing
parts for passive electronic components, according to which a
laminated strip 1s produced which 1s constituted by at least
one stack of a thin and fragile metal strip and a layer of an 65
adhesive material, and at least one part 1s cut from the lami-
nated strip using a method which comprises at least one step

2

involving etching by means of sandblasting. In this method,
which 1s very suitable for fragile and brittle materials, the
disadvantages of the nanocrystalline materials, that 1s to say,
their fragility and the resultant problems in terms of handling,
become an advantage.

Preferably, the layer of an adhesive material of the at least
one stack 1s a layer of a fragile and hard adhesive material.

In order to carry out at least one step involving etching by
means of sandblasting, there 1s arranged, on a face of the
laminated strip, a cover composed of a material which 1s
resistant to sandblasting, comprising openings which have at
least one shape according to which 1t 1s desirable to etch the at
least one laminated strip.

The cover 1s, for example, a steel strip which 1s resistant to
ctching by means of sandblasting, or a resilient layer, such as
a layer of paint deposited by means of serigraphy, or a layer of
resilient photosensitive resin which 1s exposed to radiation
and, for example, ultraviolet radiation or electron beams
through a mask which comprises appropriate cut-outs, and
which 1s developed by means of immersion 1n a bath.

The laminated strip may be constituted by at least two
alternate stacks of thin metal strips and layers of a fragile and
hard adhesive material, the at least two alternate stacks being
superimposed and separated by means of an adhesive layer, at
least a portion of the surface of which 1s constituted by a
resilient material which 1s resistant to etching by means of
sandblasting.

In order to carry out etching by means of sandblasting, the
laminated strip 1s preferably adhesively-bonded to a support
strip. After sandblasting, the cut laminated strip and the sup-
port strip can be separated.

In order to carry out the etching by means of sandblasting,
the laminated strip can be placed so as to be arranged on the
support strip 1n a sandblasting etching chamber comprising at
least one sandblasting nozzle which projects a jet of abrasive
particles and a relative movement of the laminated strip and
the at least one sandblasting nozzle 1s carried out 1n order to
pass over the surface of the laminated strip with the jet of
abrasive particles.

Using this method, it 1s possible to etch on the laminated
strip a plurality of parts for electronic components which are
connected to each other by means of attachment points, which
are separated.

The fragile and hard material 1s, for example, an epoxy
adhesive.

The thin metal strips are preferably constituted by a mate-
rial selected from the following alloys: nanocrystalline mag-
netic alloys, fragile magnetic alloys of iron-cobalt, 1ron-plati-
num, iron-silicon, iron-nickel, {fragile nickel-chromium
alloys, fragile molybdenum alloys and {ragile tungsten
alloys.

The support strip may be a strip comprising a layer of
polymer and a layer of conductive material such as copper
which may further comprise, before cutting by means of
sandblasting, at least one electronic component which 1s pro-
tected during the sandblasting cutting operation by means of
a layer of resilient material.

The invention also relates to a part which can be produced
using the method according to the invention and which 1s, for
example, a core of a passive inductive electronic component
which may comprise an air gap and which may also comprise
at least two parts having different thicknesses.

The part may also constitute an electrical resistor or a
capacitor.

The mvention also relates to a plate which 1s intended to be
incorporated 1n a printed circuit and which 1s constituted by a
layer of conductive material and a layer of resilient polymer
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maternial, to which there 1s adhesively-bonded an electronic
component part which can be produced using the method
according to the mnvention.

The 1mvention further relates to a method for producing a
passive inductive electronic component of the type compris-
ing a part which 1s cut from a laminated strip constituted by a
stack of thin metal strips of a magnetic alloy, in which the part
1s produced using the method according to the invention and
at least one winding and coating of the component with a
protective material are carried out.

When the passive electronic component 1s capacitive or
resistive, the component comprises a part which 1s cut from a
laminated strip constituted by a stack of thin metal strips and
means for electrical connection. In this case, the connection
means are further produced and the component 1s further
coated with a protective material.

Finally, the mnvention relates to a method for producing a
printed circuit comprising at least one passive electronic com-
ponent which comprises at least one part which 1s constituted
by a laminated metal material, according to which method
there 1s stacked and adhesively-bonded at least one plate
which 1s constituted by a layer of conductive material and a
layer of resilient polymer material, to which 1s adhesively-
bonded a part which 1s produced by cutting by means of
sandblasting, and at least one plate comprising a layer of
polymer matenal.

The method of cutting by sandblasting a laminated strip
which 1s constituted by an alternate stack of strips of very
fragile magnetic metal material and layers of polymer, has the
advantage of allowing magnetic parts to be produced having
very different shapes which have no cracks and therefore
having very good magnetic properties.

This method also allows thin parts to be produced which 1t
1s not possible to produce using known techniques. In par-
ticular, 1t allows toruses to be produced which have a very
large ratio of diameter to thickness. These are in particular
toruses having a thickness of less than 1 mm and, for example,
toruses having a thickness 1n the region of 1 mm and a diam-
cter greater than 10 mm, or toruses having a thickness of
between 20 um and 200 um and a diameter which can be from
1 mm to a few millimeters.

The invention will now be described 1n a more precise but
non-limiting manner with reference to the appended draw-
ings, in which:

FIG. 1A schematically illustrates a stack of nanocrystalline
strips which are adhesively-bonded using a hard and fragile
adhesive and which are arranged on a support strip, on which
stack a mask 1s arranged,

FI1G. 1B 1illustrates the preceding stack after a sandblasting
operation,

FIG. 2A illustrates a laminated strip according to FIG. 2A
which 1s constituted by stacked and adhesively-bonded

nanocrystalline strips, and 1n which a layer of adhesive 1s
constituted by a resilient adhesive,

FI1G. 2B 1llustrates a laminated strip according to FIG. 2A
which 1s constituted by stacked and adhesively-bonded
nanocrystalline strips, a layer of adhesive of which 1s consti-
tuted by a resilient adhesive, after sandblasting,

FIG. 3A illustrates a laminated strip according to FIG. 2A
which 1s constituted by nanocrystalline strips which are
stacked and adhesively-bonded together, a layer of adhesive
of which 1s partially constituted by a resilient adhesive. The
laminated strip 1s placed on a support and a cover 1s arranged
on the strip,

FIG. 3B illustrates the strip of the preceding Figure after
sandblasting,
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FIG. 4 1llustrates an assembly which 1s constituted by a
support strip, a laminated strip constituted by adhesively-
bonded nanocrystalline strips and a cover,

FIG. § illustrates the part produced after a sandblasting,
operation,

FIG. 6 1s a schematic illustration of the method for produc-
ing a part for a magnetic component which is cut out by means
of sandblasting from a laminated strip comprising nanocrys-
talline strips,

FIGS. 7A and 7B schematically illustrate the production of
a printed circuit comprising a magnetic core which 1s pro-
duced by being cut from a nanocrystalline material.

The general principle of the invention consists in produc-
ing parts for passive electronic components and 1n particular
magnetic passive electronic components, such as inductors or
magnetic cores, which are produced by cutting by means of
sandblasting laminated strips which are constituted by an
alternate stack of fragile metal strips and layers of a hard and
fragile adhesive material. The fragile metal material has mag-
netic properties which are suitable for producing magnetic
clectronic components. This material 1s 1n particular a nanoc-
rystalline magnetic material of the type Fe—Cu—Nb—B—
S10or Fe—Zr—B—=S1, for example. Matenials of this type are
described, for example, 1n European Patent 0 271 657 or 1n
European Patent 0 299 498. This nanocrystalline material
which 1s known per se 1s produced by thermally processing an
amorphous strip produced by means of ultra-rapid solidifica-
tion of a liqmd metal alloy. A thin strip of this type has a
thickness of between a few micrometers and a few tens of
micrometers, 1n particular between 5 and 50 micrometers,
and generally 1n the order of 20 micrometers. The hard and
fragile adhesive matenial 1s a polymer material and, for
example, an adhesive which is either naturally hard and frag-
ile or which 1s rendered hard and fragile by means of an
appropriate thermal processing operation. These materials,
which are generally referred to as thermosetting materials, are
in particular unsaturated polyesters, epoxides, phenolics, and
polyimides.

In one embodiment of the laminated strip, illustrated 1n
FIG. 1A, the laminated strip generally designated 1 1s homo-
geneous. It 1s constituted by 1dentical thin metal strips 2 and
by intermediate layers of hard and fragile adhesive material 3.
In FIG. 1A, the laminated strip 1 1s adhesively-bonded to a
support strip 5, and a cover 4 1s arranged on the upper face
thereof.

In a second embodiment illustrated 1n FIG. 2A, the lami-
nated strip generally designated 10 1s constituted by a first
homogeneous laminated layer 11 which 1s constituted by a
stack of 1dentical thin metal strips 21 which are separated by
layers 31 of hard and fragile adhesive material and a second
laminated layer 12 which 1s constituted by a stack of thin
metal strips 22 which are separated by layers 32 of fragile and
hard adhesive material. The two laminated layers are sepa-
rated by an intermediate layer 33 of a resilient adhesive mate-
rial. In this embodiment, the resilient intermediate layer 33
extends over the entire surface 2 of the laminated strip. The
laminated strip produced in this manner 1s heterogeneous. As
in the preceding case, the Figure illustrates a cover 40 and a
support strip 30.

In a third embodiment 1llustrated 1n FIG. 3A, the hetero-
geneous laminated strip, generally designated 100, 1s consti-
tuted 1n the same manner as in the case above by a first
laminated layer 110 constituted by a stack of thin metal strips
210 which are separated by layers 310 of hard and fragile
adhesive material and a second laminated layer 120, which 1s
constituted by a stack of thin metal strips 220 which are
separated by layers 320 of hard and fragile adhesive material,
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the two laminated layers 110 and 120 being separated by an
intermediate layer 330, of which one portion 331 is consti-
tuted by a hard and fragile material and another portion 332 1s
constituted by a resilient adhesive material. The Figure also
illustrates a support strip 500 and a cover 400.

Other embodiments of heterogeneous laminated strips
may be envisaged in which a plurality of laminated layers
constituted by thin metal strips which are rendered adhesive
by layers of hard and fragile material, are separated by inter-
mediate layers which are partially or totally constituted by a
resilient material. When the intermediate layers are consti-
tuted only partially by resilient material, the portions which
are not constituted by resilient material are constituted by a
hard and fragile adhesive matenal.

The homogeneous or heterogeneous laminated strip may
be produced by any suitable method and 1n particular using
the methods described 1n French patent application FR 2 788
455.

By way of example, and 1n order to produce a homoge-
neous laminated strip, 1t 1s possible to proceed 1n the follow-
ing manner: whilst simultaneously unwinding, on the one
hand, a roll of a strip of resistant and flexible adhesive poly-
mer material, and a roll of a strip of fragile and thin metal
material of a nanocrystalline material, the strip of thin metal
material 1s adhesively-bonded to the strip of polymer material
which 1s adhesive, flexible and resistant. A plurality of strips
of this type are then produced constituted 1n this manner by a
layer of flexible and resistant polymer matenal and an adhe-
stve layer of thin metal material. A plurality of these lami-
nated strips are then stacked 1n order to constitute a composite
laminated strip comprising thin metal strips which are sepa-
rated by layers of flexible and resilient adhesive polymer
material. The laminated strip constituted 1n this manner 1s
then subjected to a thermal processing operation which 1s
intended to render the layers of adhesive polymer material
hard and fragile.

It1s also possible to proceed in the following manner: a first
laminated strip 1s produced by adhesively-bonding a thin
metal strip to a strip of tlexible and resistant adhesive polymer
material. The thin metal surface 1s then coated with a layer of
an adhesive which will become hard and fragile after drying,
such as, for example, an epoxy adhesive. A thin metal strip 1s
then arranged on this layer of adhesive and 1s adhesively-
bonded. The metal surface 1s then coated with a layer of
adhesive which will become hard and fragile after drying, and
a new thin metal strip 1s arranged on this layer of adhesive and
1s adhesively-bonded. The process 1s continued until a lami-
nated strip 1s obtained with the desired thickness.

If a heterogeneous composite laminated strip 1s desired, a
laminated strip of the desired thickness is first produced using
one or other of the methods described above, then a strip
having the desired features 1s adhesively-bonded to the sur-
face of this laminated strip, for example, by means of serig-
raphy, that 1s to say, either a strip which 1s entirely resilient or
a composite strip which 1s constituted by a resilient portion
and a portion which 1s capable of becoming hard and fragile.
A second laminated strip which has been produced using one
or other of the methods described above 1s then arranged on
this intermediate layer. IT necessary, the operation 1s repeated
as many times as desired.

The laminated strips which have been described above
comprise a stack of a plurality of thin metal strips. However,
the method 1s also suitable for laminated strips which com-
prise only one thin metal layer which 1s adhesively-bonded to
a polymer layer.

Before carrying out the cutting by means of sandblasting,
there 1s arranged, on the face of the laminated strip intended
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to receive jets of sand, a cover 4, 40, 400, or mask composed
of a material which 1s resistant to sandblasting and which
comprises openings 7, 70, 700 having the shapes according to
which it 1s desirable to cut the laminated strip.

The cover can be produced 1in a number of manners.

In a first embodiment, the cover 1s a metal strip which 1s
suificiently thick, for example, of steel resistant to sandblast-
ing, and which comprises cut-outs having the shapes accord-
ing to which 1t 1s desirable to cut the laminated strip.

In another embodiment, the cover may be constituted by a
strip of a resilient polymer material which also comprises
suitable cut-outs. The material must be resilient 1n order to be
able to resist sandblasting.

In a third embodiment, the cover 1s produced by depositing,
on the surface of the laminated strip a layer of resilient paint
which 1s resistant to sandblasting, in accordance with patterns
which correspond to the patterns according to which 1t 1s
desirable to cut the laminated strip. This layer of paint i1s
deposited, for example, by means of serigraphy.

It1s also possible to deposit on the laminated strip a layer of
photosensitive resin which 1s exposed to radiation, such as
ultraviolet radiation or an electron beam through a mask
which has the desired shape and which 1s developed 1n a bath
which dissolves the non-1rradiated portions.

When the cover 1s a cover of the “contact cover” type, that
1s to say, which 1s constituted by a plate which comprises
openings, 1t 1s not possible to produce parts which are sepa-
rate from each other just after sandblasting. However, when
the cover 1s constituted, for example, by a layer of photosen-
sitive resin, 1t 1s possible to produce components which are
separate from each other and 1n particular small toruses which
are arranged at the mner side of the toruses having a larger
diameter.

These embodiments of covers are embodiments which are
known per se to a person skilled in the art.

In order to be able to be handled more readily, the lami-
nated strip 1, 10 or 100 can be arranged on a support strip 3,
50 or 500 or on a support plate which 1s constituted by a
material having good mechanical strength and which 1s resis-
tant to sandblasting. The laminated strip may be adhesively-
bonded to this support strip using either a soluble adhesive or
a resistant adhesive. The support strip can, according to the
envisaged applications, be constituted by a resistant metal
maternal, such as a steel, a resilient polymer material, or by a
polymer material which comprises, at the inner face thereof,
an electrically conductive metal layer, such as a layer of
copper.

As 1llustrated in FIG. 6, 1n order to carry out the etching by
means of sandblasting, the assembly constituted by the lami-
nated strip 1, the cover 4, and optionally the support strip 5, 1s
moved mto a sandblasting chamber 80 below sandblasting
nozzles 81 which project, at the upper surface, that 1s to say,
the surface which comprises the cover, jets 82 of abrasive
particles or abrasive sand. These abrasive particles are, for
example, particles of aluminium or silicon. In the region of
the openings 7 of the cover, the abrasive sand abrades the
laminated strip until it reaches a layer which 1s resistant to
abrasion. This abrasion of the laminated strip provides the
ctching and the cutting of the parts 6. This method described
for a laminated strip according to FIG. 11 applies 1n the same
manner to strips which correspond to the other embodiments
of a laminated strip.

The sandblasting chamber may comprise a plurality of
nozzles which provide a projection of abrasive particles over
a plurality of zones. However, the zones do not necessarily
cover the entire surface to be sandblasted. Therefore, to
ensure that the whole of the surface to be sandblasted is
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sandblasted, 1t 1s possible to carry out an operation for passing
over this surface by means of relative movements of the
sandblasting nozzles and the strip to be sandblasted. These
relative movements can be carried out, for example, by means
of an alternating movement of the nozzles in a direction
perpendicular relative to the axis of the strip to be sandblasted
and by means ol a movement of the strip to be sandblasted 1n
a direction parallel with the axis thereof.

When the support 1s a support plate, 1t can be arranged on
a plate which 1s displaced with two movements 1n accordance
with mutually perpendicular directions and which 1s parallel
with the surface of the plate.

When the laminated strip 1 1s a homogeneous laminated
strip as illustrated 1n FIG. 1A, the jet of sand which passes
through the openings 7 which are left free by the mask 4
abrades the strip over the entire thickness thereof until the
support strip 3 1s reached. A plurality of separate parts 6 and
6' are thus produced which are illustrated 1in FIG. 1B and
whose thickness 1s constant and equal to the thickness of the
laminated strip.

When the laminated strip 1s a composite laminated strip 10,
as 1llustrated 1n FIG. 2A, comprising a continuous interme-
diate layer 33, the jets of sand penetrate via the spaces 70 lett
free by the mask 40 and abrade the upper laminated layer 11
of the laminated strip as far as the intermediate layer 33 of
resilient material. A strip 1s thus produced which 1s 1llustrated
in FIG. 2B and which 1s constituted by a first laminated layer
60 on which there are arranged laminated elements 61 which
are separated by empty spaces. A laminated strip 1s thus
produced whose thickness 1s not constant. This laminated
strip may be, for example, a strip on which parallel strips have
been etched which may constitute a diffraction network for
clectromagnetic waves.

When the laminated strip 1s a composite laminated strip
100, as illustrated in F1G. 3A, whose intermediate layer 330 1s
a partially resilient and partially fragile intermediate layer,
the zones 700 which are leit free by the mask 1n the region of
the resilient intermediate layer 332 are etched only as far as
the resilient intermediate layer 332 whilst, in the zones 710
elt free by the mask 1n the region of the zones of the inter-
mediate layer 331 which are hard and fragile, the etching 1s
carried out as far as the support layer 500. Magnetic parts 600
are therefore produced which are illustrated in FIG. 3B and
which may have portions 610, 620 of different thicknesses.

One example of carrying out the method for producing
laminated nanocrystalline toruses 1s 1llustrated in FIG. 4 and
FIG. 5. A laminated strip 13 constituted by a stack of adhe-
stvely-bonded nanocrystalline laminated strips 1s arranged on
a support strip 15 and 1s adhesively-bonded to this strip using
a soluble adhesive. There 1s arranged, on the upper face of the

laminated strip 13, a cover 14 which comprises cut-outs 17
which delimit toruses 18A, 18B, 18C and 18D of various

sizes, and these toruses 18A, 18B, 18C and 18D are con-
nected by means of attachment points 19A, 198, 19C and
19D to the remaining portions of the cover 14. This stack 1s
sandblasted 1n order to be etched. During the sandblasting
operation, the portions of the strip 13 which are 1n the region
of the openings 17 are abraded completely until the sand
reaches the support layer 15. After sandblasting, the cover 14
1s removed. A cut laminated strip 1s thus produced which
adheres to the support strip 15. The cut-outs of the laminated
strip delimit parts 16 A, 16B, 16C and 16D which are toruses
in the form of washers and which remain attached to a periph-
eral portion of the laminated strip by means of attachment
points. The cut laminated strip 13 1s then cleaned, optionally
coated with a protective polymer and separated from the
support strip 5. A cut laminated strip 13" 1s thus produced, as
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illustrated 1n FIG. 5. The parts 16 A, 16B, 16C and 16D of the
cut laminated strip are then separated from the strip 13,
optionally by means of sandblasting, and a plurality of toruses
are thus produced which constitute parts for discrete mag-
netic electronic components. The toruses produced in this
manner may have very different dimensions which can be
from a few millimeters in diameter, even one millimeter 1n
diameter, to several millimeters in diameter, with thicknesses
which are from several tens of micrometers to a few hundreds
of micrometers, or more, 1n accordance with the number of
layers of nanocrystalline strips which have been stacked 1n
order to produce the laminated strip. These toruses produced
in this manner can be coated and then rolled in order to
produce passive magnetic electronic components, such as
inductors, transformers, rotors or stators for micromotors, or
any other component of the magnetic type. Furthermore, the
method allows toruses to be produced which have an air gap.
To this end, 1t 1s suflicient to provide a radial cut which 1s
suificiently fine, for example, 1n the order of 10 mm wide or
less.

As has been 1indicated above, when the laminated strip 1s a
heterogeneous laminated strip comprising an intermediate
layer of a material which 1s completely or partially resilient,
magnetic parts are produced which have thick zones and thin
zones. These parts may have different shapes which corre-
spond to specific applications which are known to the person
skilled 1n the art. As 1n the case above, aiter the sandblasting,
operation, the pre-cut laminated strip 1s cleaned, then the
various elemental parts are separated and they are treated so
that they can subsequently be used as parts which are incor-
porated in electronic components. These components are, for
example, inductors, transformers, filters, antennae, rotors or
stators of micromotors for watches.

The method as described above allows discrete electronic
components to be produced. However, it also allows elec-
tronic components to be produced which are incorporated in
printed circuits.

In order to produce magnetic electronic components which
are mncorporated 1n printed circuits, 1t 1s possible to proceed 1n
various manners. It 1s i particular possible to arrange the
laminated strip constituted by stacked nanocrystalline strips
on a support plate which 1s constituted, on the one hand, by a
layer of polymer material which 1s capable of becoming one
of the layers of a printed circuit, this polymer layer being
coated on the lower face thereof with a layer of copper which
can be etched by means of chemical etching in order to form
conductive elements as done 1n a manner known per se 1n the
production of printed circuits. The laminated strip 1s adhe-
stvely-bonded to the support plate by means of a resilient
protective adhesive so that the sandblasting operation which
cuts the part from the laminated strip does not cut the polymer
support plate. After the laminated strip has been cut, 1n order
to form a part for a passive inductive electronic component,
the assembly 1s cleaned but the part produced 1s not detached
from the support plate. On the contrary, this part 1s leit on the
support plate. As illustrated in FI1G. 7A, a plate 51 1s produced
to which an inductive electronic component part 54 in the
form of a torus 1s adhesively-bonded. The plate 51 comprises
a layer 52 of polymer material to which the electronic com-
ponent part 54 1s adhesively-bonded, and a lower layer 53 of
copper. Using an adhesive which 1s sufficiently fluid to fill all
the cavities without leaving bubbles, a second plate 55 con-
stituted by a layer 56 of polymer material and an upper layer
57 of a conductive matenal, such as copper, 1s adhesively-
bonded to the upper face of the plate provided with the part 54
thereof. The layers 33 and 57 of copper are then etched by
means ol chemical etching 1n order to form conductors 38
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which are arranged radially relative to the torus 54 which 1s
contained between the two outer layers 51 and 55 of the
printed circuit 1llustrated 1n FIG. 7B. The conductors 58 of the
upper face and the lower face are connected by conductive
passages 39 which are constituted by holes whose walls are
covered with a conductive material so as to form windings. A
printed circuit 1s thus obtained comprising an integrated
transiformer or inductor. The technique for producing conduc-
tors 1s a technique known per se 1n the production of printed
circuits. It should be noted that the etching of the conductors
in the layers of copper may be carried out, not after assembly
ol the plates which constitute the printed circuit, but before
this operation. The order in which these operations are carried
out 1s simply a matter of ease of production.

In a specific embodiment, and 1n order to prevent excessive
thicknesses between the upper layer and the lower layer of the
printed circuit, 1t 1s possible to proceed by depositing on the
lower layer of the printed circuit a single nanocrystalline
layer, then producing a plurality of mntermediate layers con-
stituted by a polymer which 1s compatible with the production
of printed circuits on which a nanocrystalline layer which 1s
ctched by means of sandblasting 1s arranged, and a plurality
of mtermediate layers are stacked so that the toruses of the
intermediate layers are located facing each other. The whole
1s then covered with a layer of polymer material which com-
prises a layer of copper, and the connections are produced by
means of chemical etching and the holes whose walls are
coated with conductive material are drilled. It 1s also possible
to drill the holes first and cover the walls thereof with a
conductive material, then to etch the connections.

It 1s also possible to proceed by producing on a support
plate a magnetic circuit, such as a torus, having a relatively
large thickness of a few tenths of a millimeter, or one milli-
meter or more, then arranging on this first support plate layers
of polymer material in which a recess will be provided which
1s 1n the form or a torus and which will fit around the torus,
filling the interstices around the torus with a resin which 1s
suificiently fluid not to leave bubbles, then covering the whole
with a surface layer of polymer material which 1s coated with
a copper layer on which 1t 1s possible to etch connections.

In this production method, the support layer on which the
laminated strip has been deposited which 1s intended to be cut
may comprise beforehand electronic circuits which must be
protected during the sandblasting operation. To this end, prior
to the sandblasting, a protective layer of a resilient material
which 1s resistant to sandblasting 1s arranged on the support
layer.

Using this method, 1t 1s possible to produce printed circuits
which comprise magnetic circuits which are incorporated in
the thickness of the printed circuit. This technique may also
be applied to the production of electronic cards, for example,
chip cards, 1n which 1t 1s possible to incorporate an inductive
magnetic circuit, such as a self-inducting roll or a trans-
former. It 1s also possible to incorporate magnetic circuits
which can be used as an antenna or any other type of magnetic
circuit known to a person skilled in the art.

It should be noted that the support plates of polymer mate-
rial can be composite plates which are constituted by a woven
material which 1s impregnated with resin generally used in the
production of printed circuits.

The 1nvention as described above 1s also applicable to the
production of passive electronic components which are con-
stituted by materials other than nanocrystalline matenals,
provided that these materials are metal materials which are in
the form of thin, hard and fragile strips, that is to say, which
are capable of being etched by means of sandblasting. These
materials are, for example, materials such as some 1ron-co-
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balt, 1ron-platinum, iron-silicon, iron-nickel alloys, some
alloys of the nickel-chromium type, or some alloys of molyb-
denum or some alloys of tungsten. These alloys are known to
the person skilled in the art.

The passive electronic components which are produced
using this method may also be electronic components of the
capacitive or resistive type. In order to produce components
of this type, 1t 1s suilicient to add connections to the metal
faces of the components produced. By way of example, 1n
order to produce a capacitive component, 1t 1s sufficient to
produce a connection on a metal layer and a connection on
another metal layer, the two metal layers being separated by at
least one 1nsulating layer which has suitable dielectric prop-
erties. In order to produce a resistive component, 1t 1s suifi-
cient to create two electrical connections on the same metal
layer.

In the method as described above, only a single sandblast-
ing operation has been envisaged; however, 1 order to pro-
duce specific geometries, or for reasons of productivity, it
may be advantageous to carry out the cutting operation by
means of a plurality of successive sandblasting operations
which are carried out using different masks. A production
method which comprises a plurality of successive sandblast-
ing operations also forms part of the imvention.

Finally, the method may apply to the cutting of parts from
laminated strips comprising a single thin and fragile metal
strip or a thin and fragile metal strip which 1s adhesively-
bonded to a resilient polymer strip which 1s resistant to sand-
blasting and which can be adhesively-bonded to a laminated
strip comprising one or more thin and fragile metal strips and
optionally one or more layers of a hard and fragile adhesive
material.

The invention claimed 1s:

1. A method for producing parts for passive electronic
components comprising:

producing a laminated strip having at least one stack

formed by alternately stacking a thin and fragile metal
strip and a layer of an adhesive matenal, and

forming at least one part for the passive electronic compo-

nents out of the laminated strip by cutting the laminated
strip,

wherein the cutting of the laminated strip comprises at least

one step mnvolving etching by sandblasting,

wherein prior to the etching by sandblasting, arranging, on

a face of the laminated strip, a cover composed of a
material which 1s resistant to sandblasting, the cover
comprising at least one opening having at least one
shape.

2. The method according to claim 1, wherein the layer of
adhesive material of the at least one stack 1s a layer of a fragile
and hard adhesive material.

3. The method according to claim 2, wherein the fragile and
hard material 1s an epoxy adhesive.

4. The method according to claim 1, wherein the thin and
fragile metal strip of the at least one stack 1s constituted by a
maternal selected from the following alloys: nanocrystalline
magnetic alloys, fragile magnetic alloys of 1ron-cobalt, 1ron-
platinum, iron-silicon, 1iron-nickel, fragile nickel-chromium
alloys, fragile molybdenum alloys and {fragile tungsten
alloys.

5. The method according to claim 1, wherein the cover1s a
steel strip which 1s resistant to sandblasting.

6. The method according to claim 1, wherein the cover 1s
constituted by a resilient layer.

7. The method according to claim 6, further comprising
depositing the resilient layer by serigraphy, wherein the resil-
ient layer 1s a layer of paint.




US 7,640,641 B2

11

8. The method according to claim 6, wherein the resilient
layer 1s a layer of resilient photosensitive resin formed by
exposing the resilient photosensitive resin to light radiation
through a mask which comprises appropriate cut-outs, and
developing the resilient photosensitive resin by immersion 1n
a bath before the etching by sandblasting 1s performed.

9. Method according to claim 1, characterised 1n that the
laminated strip (10, 100) 1s constituted by at least two alter-

nate stacks (11,12,110, 120) of thin metal strips and layers of .

a fragile and hard adhesive material, the at least two alternate
stacks being superimposed and separated by means of an
adhesive layer (33, 330), at least a portion of which 1s consti-
tuted by a resilient material which 1s resistant to etchung by
means ol sandblasting.

10. The method according to claim 1, wherein, prior to
carrying out the etching by sandblasting, bonding the lami-
nated strip to a support strip or plate.

11. The method according to claim 10, wherein, after cut-

ting by sandblasting, separating the cut lamiated strip from
the support strip.

12. The method according to claim 10, wherein, prior to
carrying out the etching by sandblasting, placing the lami-
nated strip and the support strip 1n a sandblasting etching
chamber comprising at least one sandblasting nozzle which
projects a jet of abrasive particles, and moving the laminated
strip and the at least one sandblasting nozzle in order to pass
over the surface of the laminated strip with the jet of abrasive
particles.

13. The method according to claim 10, wherein the support
strip 1s a strip comprising a layer of polymer and a layer of
conductive material such as copper.

14. Method according to claim 13, characterised 1n that the
support strip (51) further comprises, before cutting by means
ol sandblasting, at least one electronic component which 1s
protected during the sandblasting cutting operation by means
of a layer of resilient material.
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15. The method according to claim 1, wherein a plurality of
parts for electronic components are formed out of the lami-
nated strip by etching, the plurality of parts being connected
to each other by attachment points, and wherein the plurality
of parts are separated after etching.

16. A method for producing a passive inductive electronic
component comprising:

forming a part which 1s cut from a laminated strip consti-

tuted by a stack of thin metal strips of a magnetic alloy,
wherein the part 1s produced using the method according to
claim 1, and

turther comprising winding and coating of the component

with a protective matenal.

17. A method for producing a passive electronic compo-
nent which 1s capacitive or resistive, comprising:

forming a part which 1s cut from a laminated strip consti-

tuted by a stack of thin metal strips and a portion for
electrical connection,

wherein the part 1s produced using the method according to

claam 1, and

turther comprising producing the electrical connection

portion and coating the component with a protective
material.

18. The method according to claim 1, characterised 1n that
the part 1s a core of a passive inductive electronic component.

19. The method according to claim 18, characterised in that
the part comprises an air gap.

20. The method according to claim 18, characterised in that
the part 1s a torus having a thickness of less than 1 mm.

21. The method according to claim 18, characterised 1n that
the part comprises at least two parts having different thick-
nesses.

22. The method according to claim 1, characterised in that
the part 1s a fitting for an electrical capacitor.

23. The method according to claim 1, characterised in that
the part constitutes an electrical resistor.
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